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Work Order ID 47983 0 TE 


June 26, 2009 12:37:27 PM 


Item ID: D33151 Acip A {SAIL E 
Revision ID: + B 
Item Name: Wearplate srap O 


Start Date: 15/07/2009 Start Qty: 2.00 AM Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 2.00 A Customer: 
Reference: 
O SAPO E oe Run sen NL 
Approvals: Process Plan: ___ Date:__ O Tooling: a a Dates ° 
Sto 

Qc: ate: SPC (VIN): Date o aA AAA AMAT AL 
Sequence ID/ Operation ° ° © SetUp/ Draw Draw Plan Accept Reject Reject Is. 
Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
' Draw Nbr 


Revision Nbr 


D3315 Rev B 
100 O ee 
AN pong mE 
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FLOW CNC Waterjet [-Cut as per Dwg D3315 [IDwg Rev: LTProg Rev: 02- de 
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110 QC2- Inspect parts off machine FAI/FAIB 0.00 


UNOS 0.00 vA 


Quality Control 


120 QC8- Inspect parts - second check 0.00 Jf 
III INQ 


Memo 0.00 
Quality Control 
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Item ID: D3315-1 ` Accept 


Revision ID: 
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A  saghe ate Run san lll 
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Cia iyane Dai -SPC (Y/N): Date: A 
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Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
160 0.00 
i nr Z= Z: 
Large Fab Memo 0.00 ; 
Large Fab Weld hard surface using D3315-1T3 as per QSI 004 and Dwg D3315 Rev: 
_— Qty PartNumber Description BatghUA/R 
N/A 7560 Hardcoat Rod " MIOP OO 
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EN - Inspect visual per - ground welds ; l | | 
III ` De lala aD y m Bon) 
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ole 
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IIIIIIIIIIIII 
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Quality Control 
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Memo 
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C. da ASS UD Page 4 
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Hem ID: D33154 pee A seee s. IIL 


Revision ID: B 


ltem Name: — Wearplate stop NA 


Start Date: 15/07/2009 Start Qty: 2.00 III III Cust Item ID: 
Required Date: 03/08/2009 Req'd Qty: 2.00 III Customer: 
Reference: 
Approvals: Process Plan: ________. Date__________ Tooling: a. Date: | ne SAN III 

E Y C De A 
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Work Center ID Description Run Hours Number Rev. Code Qty Qty Number Stamp 
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Quality Control 
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MARIS AT A as Flo lo sS sf 
Packaging Memo 0.00 fi a + WSA Q s es ZS 
Packaging Identify on inside surface using a permanent fine point marker with the 


following: "TCCA-PDA, Dart Aerospace Ltd.[1P/N: D3315-1, B/N: 
o. Eligibility see PDA04-17 Gand 
StockM Location: 


A == 2 = t 


g I Dart Aerospace Ltd. 
Hae © Tuesday, 19/05/2009 10:02:29 AM 
User: 4 Melanie Fauteux 
Process Sheet 
Customer : CU-DAR001 Dart Helicopters Services Drawing Name : WEARPLATE 
Job Number : 47983 
} Estimate Number `: 10741 
P.O. Number I Part Number : D33151 
This Issue : 19/05/2009 S.O. No. : Drawing Number : D3315 REV. B 
Prsht Rev. : NC Project Number : N/A 
First Issue E Type : SMALL /MED FAB Drawing Revision : 8 
Previous Run : 36169 Material I 
Written By : Due Date : 20/05/2009 Qty: eZ Um: Each 
Checked & Approved By: 4 y Ta 07-05-90 
Comment : Est: A 05.05.12 New issue KJ/JLM 
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Est Rev:C now waterjet 07-12-06 DD 
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- | | | | 


Seq. #: Machine Or Operation: Description : 
1.0 M1010S16GA 1010/1025 sheet 16GA 


Comment: Qty.: 1127628 sf(s/Unit Total: 3.5256 sf(s) 
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Comment: FLOW WATER JET 
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Dwg Re B q <- Q 


Prog Rev: 


— if necessary 


INSPECT PARTS AS THEY COME OFF MACHINE 


= Mn 2 9s-0 WI a 


Comment: INSPECT PARTS AS THEY COME OFF MACHINE 


SECOND CHECK 


Comment: SECOND CHECK Q oll 


SMALL FAB 4 SMALL & MEDIUM FAB RESOURCE 1 


Comment: SMALL 8 MEDIUM FAB RESOURC 1 S i 
Deburr if necessary A 
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Dart Aerospace Ltd 


WORK ORDER CHANGES 
Approval 
DATE PROCEDURE CHANGE Chief Eng / 


Approval 
QC Inspector 


Part No: PAR #: Fault Category: NCR: Yes No DQA: Date: 

Resolution: _ ` l Disposition: QA: N/C Closed: Date: 

WORK ORDER NON-CONFORMANCE (NCR) 
Initial 


rrective Action Section B o 
Co d => Verification | Approval | Approval 
Action Description Section C Chief Eng | QC Inspector 
Chief Eng Chief Eng 


NOTE: Date 4 initial all entries 


HMFORMS Quality Assurancelapproved QA\NCRWO RevE 


Description of NC 
Section A 
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š: , 
Job Number: 47983 Part Number: D33151 $ 


Seq. #: Machine Or Operation: Description : 


BRAKE NC NC BRAKE 


I I 


Comment: NC BRAKE 
1- Form using DT8751 Die as per Dwg D3315 Rev: B (5) 
2- Form using DT8179 Die and form joggle using DT8157 as per Dwg D3315 Rev: Ú Si} Ó OS | 2 l 


QC6 DIMENSIONAL CHECK 
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Comment: DIMENSIONAL CHECK 
LARGE FAB 1 
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WYIWI | ll < 
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Weld hard surface using D3315-1T3 as per QSI 004 and Dwg D3315 Rev: H 

Qty PartNumber Description Batch 
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Comment: VISUAL INSPECTION OF GROUND WELDS 
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Dart Aerospace Ltd 
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Resolution: _ 
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Section A 
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User: _* Melanie Fauteux Process Sheet 
Customer: CU-DARO01 Dart Helicopters Services Drawing Name: WEARPLATE 


Machine Or Operation: Description : 
PACKAGING 1 PACKAGING RESOURCE #1 


WI LN 


Comment: PACKAGING RESOURCE #1 
Identify on inside surface using a permanent fine point marker with the following: 
TCCA-PDA, Dart Aerospace Ltd. 
P/N: D3315-1, B/N: BXXXXX 
For Product Eligibility see PDA04-17 
and Stock 
Location: 


Job Number: 47983 Part Number: D33151 


Job Number: 


FINAL INSPECTION/W/O RELEASE 


A | HW 


gt: FINAL INSPECTION/W/O RELEASE 


ini 


Job Completion 
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TO TANGENT 


2) 


D3315—1 WEARPLATE SHOWN (-2 OPPOSITE) 


MATERIAL: AISI 1010-1025 OR ASTM A36/A366/A100 


WELD PER DART QSI 004 


TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 


ALL DIMENSIONS ARE IN INCHES 
IDENTIFY ON INSIDE SURFACE AS INDICATED 
"TCCA—PDA, DART AEROSPACE LTD., P/N D3315-X 


B/N BXXXXX, FOR PRODUCT ELIGIBILITY SEE PDAOS—17” 
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Jason Murdoch 


From: David Shepherd [dshepherd@dartaero.com] 
Sent: July 30, 2009 1:40 PM 

To: ‘Jason Murdoch’ 

Cc: 'Mike Petsche' 

Subject: RE: Weld on the D3315-1 wearplate 


Jason, 


Sorry for not getting back to you on this. From our previous discussions, | agree with you that it would be a 
product improvement to add the additional weld bead that you are talking about. 


David 


From: Jason Murdoch [mailto:jmurdoch@dartaero.com] 
Sent: Thursday, July 30, 2009 6:34 AM 

To: 'David Shepherd' 

Subject: FW: Weld on the D3315-1 wearplate 


Hi David, 
Is it worth while to revise the drawing for the weld pattern? If so | will raise a PAR. | have never heard of a 


complaint regarding these parts. 

At the very least, for the amount we make, | would like to just add an additional weld down the inside of the 
wearplates in WIP.... 

| cannot find the original request | sent you. 

Thanks 


Jason Murdoch 


Quality Coordinator. 


jmurdoch@dartaero.com 


From: Dan Stow [mailto:dstow@dartaero.com] 

Sent: May 27, 2009 11:52 AM 

To: "Jason Murdoch’; 'Mike Petsche' 

Cc: 'David Shepherd’; ‘Peter Hum’; ‘Bill Beckett’; 'L Lacelle'; ‘Melanie Fauteux '; 'Susane Sheldon’; ‘Dale Trepanier' 
Subject: RE: Weld on the D3315-1 wearplate 


1- me neither 


Dan Stow 
Technical Support 
Dart Aerospace Ltd. 
dstow@dartaero.com 
Tel: 613.632.5200 
Cell:613.6 76.0992 


From: Jason Murdoch [mailto:jmurdoch@dartaero.com] 

Sent: May 27, 2009 11:42 AM 

To: ‘Mike Petsche' 

Cc: 'David Shepherd’; ‘Peter Hum'; 'Bill Beckett’; 'Dan Stow'; 'L Lacelle’; ‘Melanie Fauteux '; 'Susane Sheldon’; 


04/09/2009 
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'Dale Trepanier' 
Subject: RE: Weld on the D3315-1 wearplate 


A 1- Not that I’m aware of. 
A 2- Yes 


Jason Murdoch 


Qc. Coordinator 


jmurdoch@dartaero.com 


From: Mike Petsche [mailto:mpetsche@dartaero.com] 

Sent: May 27, 2009 11:32 AM 

To: 'Jason Murdoch' : 

Cc: 'David Shepherd'; 'Peter Hum'; 'Bill Beckett'; 'Dan Stow'; 'L Lacelle'; 'Melanie Fauteux '; 'Susane Sheldon'; 
‘Dale Trepanier' 

Subject: RE: Weld on the D3315-1 wearplate 


AT the risk of sounding lazy, has anyone every complained about this? Have they been in the field like this since 
2004? 


From: Jason Murdoch [mailto:jmurdoch@dartaero.com] 

Sent: Wednesday, May 27, 2009 11:18 AM 

To: ‘Mike Petsche' 

Ce: 'David Shepherd’; 'Peter Hum’; ‘Bill Beckett’; ‘Dan Stow'; 'L Lacelle'; 'Melanie Fauteux '; Susane Sheldon; ‘Dale 
Trepanier' 

Subject: Weld on the D3315-1 wearplate 


Good day, 

Please see the attached photo's for the welds. The welds are as per the drawing (unless | am misinterpreting the 
view), but | think the welds should be on the opposite side, since the wearplate gets angled that way. 

Please let me know what you think, and I'll raise the action accordingly. The parts are in quarantine until further 
notice, since the OEM's are on the opposite side. 

As a corrective action, if necessary, a deviation for an additional weld on the inside would be sufficed. 


Thanks, 


Jason Murdoch 


Qc. Coordinator 


jmurdoch@dartaero.com 
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